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Impravements in and in the manufacture of Metal Casks 



I, Eric Crisp Lewis, a British subject of 
41 Bishops Qose, Ham Commcm, .Surrey, and 
Alumasc Limited, a British Company of 49 
MoOTgate, London EXI2, do hereby dedaxe 
the invention for "which I pray that a patent 
may be granted to us, and the method by 
which it is to be performed, to be particularly 
described in and by the following state- 
ment: — 

The object of this invention is to provick 
an nnproved method of manufacture of metal 
casks especially for containing beer or other 
edible liqukis whereby not only is such manu- 
facture faciBtated but also an imprwed con- 
struction of cask is obtained particularly as 
regards the ease "with which the cask can be 
cleaned and maintained in a hygienic condi- 
tion. 

According to this invention the method of 
manufacture of metal casfcs is cbaTaaerised by 
consGructing the body of the ca^ by metaJ 
pressing and securing, such as by welding, 
cast rims or chmes to the ends of the cask 
body. 

In the accompanying drawings: — 

FIGUEES 1 and 2 are elevational views 
both in ajdal plane section of casks con- 
structed in accordance -with the invention 

Like parts are designated by the same or 
similar reference numerals in the drawings. 

Referring to the drawings the cask body 1 
is constructed from two identical, or substan- 
tially i<fentical complementary pressings, 2,2 
which are shown welded together at and about 
the largest diameter or bilge 3 of the body 1. 

By means of a suitable power press em- 
ploying appropriate dies each pressing or body 
half 2 is pressed out from flat sheet or plate 
metal whid> may be of alumim'um or stainless 
steeL Owing to the nature of such a pi^ssing 
operation an ex^-emely smooth inner surface 
can be imparted to each pressing 2 and 
roamtenance of the cask interior in a clean and 
hygienic condition. The pressing operation 
may also include the formation of a rib 4 
._abautj^^ pressing 2 adjacent the bilge 3. 



In order to mainly complete the cask and 
also in acocMrdanoe wrtb the invention riie body 
1 is provided witb a rim or diime 5 at each 
end, <ach chime 5 bdng produced as a casting 
(e.g. in aluminium or aluminium alloy) and 
welded at 6 to the end of a corresponding 
pressing 2 of the body 1. 

By employing chimes 5 of cast form they 
may be readily produced to the required shape 
including recessing 7 for lifting and handling 
purposes whilst in particular the form of the 
cast chime can be sudi as to provide adequate 
support at the comer 8 of the corresponding 
pressing 2. 

Thus as shown the base 5a of each chime 
5 is such that the comer of a corresponding 
pressing 2 has a seating fit with said base 5a. 
As a residt it will be noted that the comers 
S of the pressings 2 are able to be of quite 
large ^ curvature 'which furdier facilitates 
cleaning of the cask and in particular enables 
mteanal recesses to be obviated which would 
otherwise harbour undesircd matter. 
,,Thus imemal formations difficult to clean 
or wash and which occur wherc the chime is 
included in the body pressing are avoided 
whilst the above mentioned practical advan- 
tages of the welded on cast chimes 5 would 
not be obtained, or readily obtained, by cm- 
ploying pressed or extruded chimes. 

It will therefore be appreciated that the 
method of cask mamrfacture and resulting cask 
construction according to this invention com- 
bines the advantages of pressed metal and 
cast metal techniques in an effective manner 
m providing a satisfactory form of ca^ to 
mat the particular requirements of brewers 
and other users whilst quantity prodnc- 
tjon : of sudi casks can be readily and 
economically carried out Moreover the casks 
are of Lght weight yet of adequate strength. 

Further in accordance with this invention 
ouier permanent fittings of die cask may be 
of cast form welded to the pressed 
metal body 1. Thus in FIGUEE 1 there is 
shown a cast boss or ring 9 welded about a 
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- irarig hole of similar opening 10 at die Mge 
3, " 3ie bosk 9 induding a oontiiioation .4ff 
of the ribbing 4. Aiso m I^GIJIUE 1 a fo^^ 
cast boss or ring 11 is shown intc^al 'nith 

5 the . associated c&me 5 and in register -i^tth 
an end inlet or oudet opening 12 in the cor- 
responding pressing 2. 

Refendng to FIGURE 2 the aid wall of 
the pressing '2 shown uppermost is provided 

10 with a cast ring 13 wddti in a central open- 
ing 14 whidi ring 13. removably receives a 
flniddght dosure 15 (also of cast construe- 
: tion) and shown carrying valve means 16 and 
a depending draw-off tube 17. 

15 Tbs inner surfaces of the cask body 1 
should be treated against corrosion and in 
this connection the presangs 2^ may be 
formed from conunerdal aluminium sheet 
vrbicb. is dad widi substantially pure a himin- 

20 ium in order that ihe corrosion resistant pro- 
perties of the latter may be provided at the 
inner surfaces of the cask. 
AWIAT WE CLA™. IS : — 

1. Method K>f mantxfacture of metal casks 
25 chaiaaerised by constructing the body of the 

cask by metal pressing and secunn^ sudi as 
by wdding^ cast rims or chimes to the ends 
the cask body. 

2. Mediod of manufacture of metal casks 



according to rUm 1 wherein each chmie is 30 
formed so as to have a seating fit with the 
comer of a corresponding cask body end, 

3. Method of manufacture of metal cades 
according to daim 1 or 2 herein the cask 
body is formed by two complemeotaiy press- 35 
ings wdded together at and about the largest 
diameter or bilge of ihe cask. 

4. Method of manufacture of metal casks 
according to daim 1, 2 or 3 wherein one or 
more cast bosses or rings are wdded about 40 
a corresponding opening or openmgs in ihe 
pressed metal body. 

5. M^hod of manufacture of metal casks 
according to Hai'm 4 wherein at least one cast 
boss or ring for an end opening of the cask 45 
is fonned integrally with an assodated cast 
end rim or chime. 

6. Metal casks when produced by the 
method of manufacture according to any of 

the preceding daims. 50 

7. Mediod of manufacture of metal casks 
and metal casks when produced thereby sub- 
stantially as herein described wrdi reference to 
the accompanying drawing s. 

T. FLETCHER WILSON. 
Chartered Patent Agent. 
3 Queens Road, Coventry. 
Agent for the Applicants. 
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9 cucrre drawing It a reproduction of 
t Mlttid Otiginal on a reductd tcole 

Sheets 1 & 2 




